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(54) SHEAR SPUN CAN AND ITS^M)UCTION 

(11) 58-25493 (A) (43) IS.i^V (19) JP 

(21) Appl. No. 56-124038 (22) 10.81981 

(71) TOUYOU SEIKAN K.K. (72) KATSUHIRO IMA2U(1) 

(51) Int. CP. C25D7/04//B21D22/28,B65Dl/12 



PURPOSE: To produce a shear spun can having excellent paint adhesiveness and 
corrosion resistance with a small quantity of tin plating by subjecting a tin-plat- 
ed steel plate which is plated with tin at a fairly small quantity and has surface 
roughness in a constant range to drawing and shear-spinning. 

CONSTITUTION: A tin plated steel plate which is plated with tin at a quantity 
fairly smaller than that of conventional blank materials, that is, 0.05-2.80g/m^ 
and has 0.2-4// average surface roughness is subjected to drawing and shear- 
spinning between a punch and a die. The steel plate is shear-spinning at 40-80% 
rate. If desired, the tin plating layer on the surface in the end barrel part 2 of 
a can body 1 where the iron surface of a constant area ratio exposes is heat- 
treated whereby it is converted to a tin-iron alloy layer. 
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(54) DISPLAY MEMBER FOR TIMEPIECE 

(11) 58-25494 (A) (43) 15.2.1983 (19) JP 

(21) Appl. No. 56-123195 (22) 6.8.1981 

(71) DAINI SEIKOSHA K.K. (72) MASAYOSHI AOKI 

(51) Int. CP. C25Dll/14,C23C13/02,C25D7/00,Ga4B19/06 



PURPOSE: To improve the corrosion resistance of a titled member and to provide 
color tones having metallic gloss by plating Ta, Hf. Ti. Nb, etc. on the surface 
of a base plate, coloring these by an electrolytic coloring method and forming 
metallic oxides at the same time, 

CONSTITUTION: Metals such as Ta. Hf. Tk. Nb are plated 2 on the surface of a /^^^>>^W U > > y y^^VI , 
base plate of a dial or a pannel cover which is a display member for timepieces V i ^ ^ ^ ^ < / / ^ 

consisting of metals such as brass, German silver or the like, by methods suited 
for the respective methods, that is, a vacuum deposition method, an electroplat- 
ing method, etc. Said plated plate is dipped in a soln. of oxalic acid, nitric acid, 
phosphoric acid, etc. and electric current is flowed in the soln. to electrolyze the 
surface; at the same time, the surface is oxidized by the effect of oxygen con- 
tained in the soln.. thereby forming HfOz, TizOa, NbO^, etc. At the same in- 
stant, the thickness of the formed oxide film 3 is changed by regulating voltage 
and time properly, whereby desired color tones are obtained. 



(54) ELECTROLYTIC COLORING METHOD FOR ALUMINUM 
(11) 58^25495 (A) (43) 15.2.1983 (19) JP 

(21) Appl. No. 56-122629 (22) 5.8.1981 

(71) MITSUBISHI KEIKINZOKU KOGYO K.K. (72) FUMIAKI Y0K0YAMA(3) 
(51) Int. CP. C25D11/22 

PURPOSE: To color A/ electrolyticaily by advantageous and continuous anodiza- 
tion thereof by installing power feed tanks for supplying DC current for anodiza- 
tion and power feed tanks for supplying AC current for electrolytic coloring 
separately. 

CONSTITUTION: The anode 13 of the 1st power feed 3 is connected via a DC 
current source 19 to the cathode 15 of an anodizing tank 7. and the electrode 14 
of the 2nd power feed tank 5 is connected via an AC current power source 20 to 
the electrode of an electrolytic coloring tank 9. Continuous A/2 is moved in 
order of the tanks 3, 5, 7, 9, and is anodized in the tank 7 and is electrolyticaily 
colored in the tank 9. Tanks 4, 6. 8, 10 are respectively rinsing tanks. According 
to the above-mentioned method, the impurities deposited on the A/ surface in the 
tank 3 are released in the tank 5 and therefore the carry over of the impurities 
into the tank 7 is considerably reduced. It is possible to increase the current 
density in the tank 7. 
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ELECTROLYTIC COLORING METHOD 
FOR ALUMINUM 




ABSTRACT : PURPOSE: To color Al electrolytlcally by advantageous and continuous anodization 

thereof by installing power feed tanks for supplying DC current for anodization and power 
feed tanks for supplying AC current for electrolytic coloring separately. 

CONSTITUTION: Tfie anode 13 of the 1st power feed 3 is connected via a DC current 
source 1 9 to the cathode 1 5 of an anodizing tank 7, and the electrode 14 of the 2nd power 
feed tank 5 is connected via an AC current power source 20 to the electrode of an 
electrolytic coloring tank 9. Continuous AI2 is moved in order of the tanks 3, 5, 7, 9, and is 
anodized In the tank 7 and is electrolytlcally colored in the tank 9. Tanks 4, 6, 8, 10 are 
respectively rinsing tanks. According to the above-mentioned method, the impurities 
deposited on the AI surface in the tank 3 are released in the tank 5 and therefore the carry 
over of the Impurities into the tank 7 is considerably reduced. It is possible to increase the 
cun-ent density in the tank 7. 
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